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[57] ABSTRACT 

An apparatus for preparing a folded food product hav- 
ing an exterior food wrap folded about an inner filling in 
a two-stage operation. In the first stage, the food wrap 
is automatically filled and partially folded in one direc- 
tion. The partially folded food product is transferred to 
a second stage having folding platforms which are ad* 
vanced by a conveyor to one or more folding stations 
which activate a plurality of folding plates to make a 
series of folds in the other direction. The first stage is 
indexed by a reciprocating operator in combination 
with a one-way clutch and the two stages are integrated 
to operate synchronously so that a filled and partially 
folded product is deposited on each of a plurality of 
foldable support platforms on a continuously moving 
second stage container having the folding stations 
which actuate the subsequent folding operation. 

12 Claims, 5 Drawing Sheets 
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product through a plurality of folding stations, a plural- 
APPARATUS FOR PREPARING A FOLDED FOOD ity of support means on the conveyor for supporting 
PRODUCT and folding the food wrap, dispensing means for depos- 

iting a filling on individual food wraps which are trans- 
FIELD OF THE INVENTION 5 ferred to each support means, and a plurality of folding 

This invention relates to an apparatus for automati- plates «m each support means for folding a food wrap 
JTpr^ra folded food product More specif,- over the filling at each of the plurality of stations along 
cally the present invention concerns a continuously conveyor. 

moving conveyor for folding a food product as it moves " More particularly, the present invention prov,des an 
through a plurality of folding stations. Furthermore, the 10 apparatus as described which can automatically prepare 
present invention includes a method of automatically at high speeds a variety of Mexican food products such 
preparing a folded food product having an exterior food as burritos and enchiladas, as well as other folded food 
wrap folded about an inner filling. products such as egg rolls. 

Further, the present invention provides a method of 
BACKGROUND OF THE INVENTION 15 automatically preparing a folded food product having 
In recent years, specialty food products particularly an exterior food wrap folded about an inner filling. This 
Mexican food products have become increasingly pppu- method includes supporting such food wrap on a fold- 
lar in the United States. Moreover, the increasing time ing support on a moving conveyor, depositing a filler on 
demands upon families has caused an increase in the said food wrap, automatically folding such food wrap 
demand for heat and serve products. Particularly popu- 20 longitudinally on either side of the filler and trans- 
lar are frozen enchiladas, burritos, and other types of versely folding the food wrap by successive folding 
food products such as egg rolls that are offered for sale steps each being initiated by actuating a bar on the 
in the frozen food section of supermarkets. These foods folding support. 

are often sold individually or in packages containing The present invention provides a unique and novel 
several enchiladas or burritos. Typically the products 25 apparatus for automatically and precisely folding a 
need only be removed from the package, heated and dough sheet around a filler material so as to envelope 
served. the filler material within the dough sheet. The apparatus 

Historically, such products have been prepared man- ^ advantageously constructed so that the filler material 
nally by physically folding the tortillas or other dough ^ deposited 0 n the dough sheet, an indexed conveyor 
sheets around a filling. This manual approach is time 30 naving an indexing movement and conveyor belt 

consuming and costly. In manually making a burnto or fof supporting and transporting a fiat wrap food piece, 
enchilada, a tortilla is folded longitudinally inward over vjdes ] on gitudinal folding of a portion of the fiat 

the food filling from at least one edge. These longitudi- w foo(J • cc Qvcr the fiUcr matcria i on one or 
nal folds form the end folds of the folded food product, ^ A m di Kr having food stufr & ere]xi de _ 
and such folds serve to prevent the filling from leaking 35 ^ n q{ fQQd ^ Qn ^ flal wfap pjece ^ 

after the food product is folded After the longitudinal ^ W( fa indexed t0 a beneath the 

folds are made, the tortilla is folded in a direction per- • di r Aftef fiffi the fllled flat food wrap _ 
pendicular to the longitudinal folds. Such folding usu- « * ^ tQ g ]on ^ ludinal foidm slation on 

ally proceeds sequenually, folding a portion , ot ne xoni- r ^ where 

one or more longitudinal 

lla upon itself seriatim from one end of Ae tortito to the 40 £ transferring the partially folded 

Cly ' ^FSM food piece to a continuously moving folding conveyor, 

and then folded upon itself. Of course, o^^thodsof £ ntinuously m0 ving folding conveyor means is in 

folding may be u^ lo^c a more corn^c^ ^ (| ^ ^ the ^ ndexe( f conv eyor means such 
product or to allow for eas.er or more effiaent manu- ^ ^ ^ f ^ ^ ^ fa by fl rf 

facture. nmrfncIS c llc h « bur- folding support plates on the continuously moving con- 

As the demand ^^^^^ veyor mekns for receiving the folded wrap from the 

ntos, "diitac* iK others mcreased techu mcan5 md for supporting the pa , 

developed a great need for a fast and fully automa tic * conveyor means moves along. 

F^^^^ 50 Fu^her.theinvenUoncont^ 

t^ t f^^^^^JSa^^^^^ able plates on the continuously moving folding con- 

of -PP^Vmvenuon «, f ^comprising multiple folding sections for indepen- 

2* ta4S£ la^tsTd retire- dendy folding oL a portion of the food wrap at desig- 

^^^ii^Tw^^^^ «P«*'^ nated-folding stations along the continuous conveyor, 

^Zby.^r^ the filling and folding of the 55 with actuating means at each of the said sumons udong 

M S is done automatically, without assistance the continuous folding ^ conveyor tor actuatmj one of 

ioou P ruuu *' 1 ** c„rth^r hecause the BDDlicant's the folding sections of each folding food support to 

tSl^SS^M product and its ingredients is to the folding V^^r^^M "^f * 
eliminated Ihereby enabling superior operation sanita- 60 fold down rail for uniformly completing the folds to 
enminateo, tnereoy ™ a ° ,l »s „ocesseT maintain the correct shape of the folded product. Sets of 

tion and cleanliness over hand processes. ^ ^ ^ ^ ^ 

SUMMARY OF THE INVENTION jhe present invention also provides an indexing 

The present invention provides a novel apparatus for means for driving an endless conveyor belt at fixed 
high volume, fully automatic preparation of a folded 65 indexed intervals comprising a one-way clutch or wheel 
Sod product having an exterior food wrap folded about bearing, a chain extending over said oneway clutch or 
an inner filling. Further, the apparatus comprises a con- wheel bearing, an air cylinder driving sa.d chain in the 
ST conveyor means for transporting said food first direction to index the sprocket on the one-way 
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hearing in a forward position and returning in a second FIG. 9 is a side elevation section on line 9-9 of FIG. 
r^o^ectio^ setthe oneway element for another 8 after the typical support platform has encountered the 

action cyunoer w / ° typical support platform has moved still further in the 

position whole slipping the one-way <^«h. Action of travel to encounter the second actuating 

The present invention results in a ^.^^ ^ ns just ready t0 unfold the first plate, showing a 

the automatic continuous processing of food p^ucts 2S on Sou^h a hold down finger which cooperates 
by a method which* highly >*»U^<»g the folding plate to hold the folded product on the 

inexpensive and relatively easy to maintain, rate™ * unfolding of the plate, 

apparatus of the present invention provides substantial pianunn uw u B & v 

labor saving efficiencies. DETAILED DESCRIPTION 

BRIEF DESCRIPTION OF THE DRAWINGS 15 In the description that follows, the drawings are 

... - tfc . somewhat schematic and not necessarily to scale. Like 

FIG. 1 is a partially cutaway s,de elevation of the ^ be „ med by the ^ re f eren ce 

folding apparatus showing the indexing filling and fold- numerals throug hout. The preferred embodiment of the 
ing conveyor and the continuous folding conveyor with apparatus of the present invention is generally 

a plurality of folding stations; . ' . 20 referred to by the reference numeral 10 in FIGS, 1 and 

FIG. 2 is a partially cutaway plan view of the appara- % Fo j din appara ,us 10 comprises several operatively 
tus shown in FIG. 1 showing the initial filling and kmgi- associated subassemblies which cooperate in the auto- 
tudraal folding operation; matic and continuous operation of forming a folded 

FIG. 3A is a cross-sectional end elevational view > of food product 
the longitudinal folding apparatus on line 3—3 of FIG. 2J p 0 ]di n g apparatus 10 includes two main subassem- 
2 before folding; . , • f Wies, an indexing filling and folding conveyor 12, and a 

FIG. 3B is a cross-sectional end elevational view of comm uous folding conveyor 14 which receives the 
the longitudinal folding apparatus on line 3—3 of FIG. QUlput from ^ex conveyor 12. Indexing conveyor 12 
2 after folding; receives the food product to be folded, fills it and per- 

F1G. 4 is a cross-sectional end elevational view of 3Q f onm one or morc longitudinal folding operations 
folding stations on line 4—4 of FIG. 2 showing an out- whereupon the partially folded food product is trans- 
bound support platform ready to perform a first trans- f erret j t0 continuous folding conveyor 14 having fold- 
verse fold and an inverted support platform returning sta tions 16, 18 and 20. As seen in FIGS. 1 and 2, a 
on the continuous folding conveyor to the indexing tortilla or food wrap 22 is placed by a human operator 
conveyor, 35 or by suitable mechanical means onto the entry end of 
FIG. 5 is a perspective view of a typical support an indexed conveyor belt 24 of indexing conveyor 12. 
platform in a position for travel to a folding station; Conveyor belt 24 is suitably guided by rollers including 
FIG. 6A is a schematic side elevational view of a an indexing roller 26 which has a one-way clutch por- 
folding station showing how a first transverse folding t ion wrapped by drive chain 28 of an operator means 
operation is initiated by a fold plate; 40 generally designated by the reference numeral 30. 

FIG. 6B is a schematic side elevational view of the Operator means 30 comprises reciprocable cylinder 
first transverse fold plate of FIG. 6A passing under a 32 having an operable piston operating rod 34 and ten- 
first fold down rail which completes a first transverse sionable spring 36, connected to opposite ends of drive 
foj d . chain 28 for operating a one-way clutch or ratchet de* 

FiG 6C is a schematic side elevational view of the 45 vice 27 which indexes roller 26. When rod 34 is re- 
folding platform of FIGS. 6A-B showing an actuating traded by cylinder 32, roller 26 is indexed by drive 
means returning the first fold plate an original fiat posi- chain 28 to rotate a preselected amount which indexes 
tion . conveyor belt 24 in the longitudinal direction a prese- 

FIG 6D is a schematic side elevational view of the iccted distance toward the output end 68 of indexing 
folding station of FIGS. 6A-C after the folding support 50 conveyor 12. Cylinder 32 preferably comprises a double 
nlatforra has returned to a flat condition and is moving acting air cylinder which is suitable to extend and re- 
lonmtudinally toward a second folding station; tract operating rod 34 connected to one end of chain 28. 

FIG 7A is a plan view of an exterior food wrap on Spring 36. fixed at one end, is connected to the other 
which a fillina has been deposited, showing the longitu- end of chain 28 and maintains tension on the chain at all 
(final foW i in es. 55 times to prevent slack from developing in the chain 

FIG 7B is a plan view of the food product of FIG. during rapid reciprocation. Spring 36 may be tensioned 
7A after the longitudinal folds have been completed, in this operation so that when the pressure on cylinder 
Sho^g the Averse fold lines; 32 is released, rod 34 is extended and spring 36 returns 

F1G 7C shows the product of FIG. 7B after a first drive chain 28 to the position shown in FIG. 1 which 
tramver* : fold has been made; « resets the one-way clutch for another cycle. Each eye e 

^G TO shows the product of FIG. 7C after a sec- advances conveyor 24 a preselected amount the cycle 
ond transverse fold has been made; being triggered by a suitably mounted switch operated 

F107E : is a plan view of the finished folded food by the folding platforms on continuous fold.ng con- 
nroduct showing the filling in dotted outline; veyor 14. 

FIG 8 ^cutaway plan view of a portion of the 65 The indexed conveyor assembly functions to convey 
continuous folding conveyor showing a typical support a tortilla 22 in steps from the point of p acement a *e 
Ttform moving towards spaced apart first and second entry end to a point 226 where it is centered unde the 
tSSS^SZ^ operate the folding plates; output of a filling machine 38 mounted above. Filling 
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machine 38 deposits a filling 40 upon the tortilla or Preferably, the system is integrated by pneumatically 

other dough sheet. After such deposit, the tortilla or operated switches, valves and cylinders although it is 

dough sheet is conveyed down conveyor 24 in a second possible to utilize combinations of electrically and me- 

cycle of operator means 30 to a point 22c exactly oppo- chanically or pneumatically operated devices to per- 

rite longhudinal folder means 42 which is better seen in 5 form the sequential functions. A combination of a dou- 

FIO. 2 and schematically in FIGS- 3A and 3B. ble piloted four way air valve 31, triggering switches 33 

More particularly, filled tortilla 22a is indexed to a and 35, stop 37 and air cylinders 32, 48 and 50 constitute 

centered position 22b between and partially overlying a conventional control system which integrates the 

opposed longitudinal folders 44, 46 which are foldingly individual functions. The filling step may be triggered 

mounted adjacent opposite sides of conveyor belt 24 W along with cylinders 40 and 50 or it may be triggered by 

and are connected to a pair of oppositely arranged cper- a conventional electnc eye (not shown) which detects 

ating cylinders 48, 50 which are pivotally mounted on the presence of an indexed tortilla and operates filler 38 

suitable brackets supported by a frame 52 which sup- » "JP"* to "f**^ P rc ^ c f a 

ports indexing conveyer 12. These folders function to tortilla. This method has the decided advantage that ,f 

fold the tortnia in a longitudinal manner, preferably » *> meh ° w *J *df «™ m fiIlin f P° s,tl ? n ' 

along both edges of the tortilla. The longitudinal dire* ™»« " «* deposited on the machine parts. Inattention 

lion is indicated by the arrow 54 in FIG. 2 which also an operator or hang ups could temporarily stop the 

" " . V . m . . . nr „„„ ani „ c in flow of food wraps while the machine was otherwise 

defines the longitudinal central axis of apparatus 10. wrt „.,K, „♦ „ ,™h Mm A 

. ^^^"^^^ » ™ S^SXr H is triggered 
longitudinal folder means 42 « ™\ each time a spaced apart support platform 70 moves 

shows that cylinders 48, 50 have thetr outer ends suit. and £ tQ zt Mt va]vc 31 

ably hinged to brackets mooted on frame 52. Tnis fixes £ ^ conMCled tQ ]mder 32 ^ tri n switch 

one end of the cylmders. The cylinder rods are suitably 3? ^ fof of mutation will be assumed to be 

hinged to the underside :o .longitudinal folder plates 44 ^ tQ cy i mders 43 ^ 50 . When switch 33 is 

46 which are mounted by hinges 56, 58 closely adjacent (riggeredi it ^uscs valvc 3, to cyclc cylindcr 32 by 

the outer ode edges of conveyor belt 24, In the unex- relracting operating rod 34 to cause indexing conveyor 

tended position of cylinders 48, 50, folders 44, 46 lie , 2 tQ mic% Qne indcxing stcp< rcsults in moving 

approximately flat. Guides 60, 62 are employed to conveyor oe n 24 to move a new food wrap 22 directly 

gently raise the opposite outer edges of tortilla 22fl as it 30 undcr flller 35 ^ a prcv iously filled food wrap 22a 

is indexed to position 226 so that it doesn't hang up on directly between folders 44, 46 in position 226 while at 

folders 44, 46. Tne weight of filler 40 helps in this re- (he same time depositing a longitudinally folded filled 

gard by holding down the center of the food wrap on food wrap 22f on a support platform 70 as it passes 

belt 24. When the rods of cylinders 48, 50 arc extended under end 68 of indexing conveyor 12. 

under influence of air pressure, longitudinal folders 44, 35 ^ ^ indexing of conveyor 12 is complete, a 

46 rise up and fold over to the position of FIG. 3B and j top 37 on tne cnd portion of operating rod 34 triggers 

thereby successive tortilla food wraps 22 are folded switch 35 mounted with cylinder 32. Triggering switch 

along opposed longitudinal fold lines 64, 66 shown in 3 5 ( simultaneously in cooperation with four way air 

FIG. 7A. valve 31, causes folding cylinders 48, 50 to extend to 

Upon retraction of cylinders 48, 50 the folded tortilla 40 f orm tnc longitudinal folding of food wrap 226 and 
designated 22c is ready for the next indexing cycle of reverses double acting cylinder 32 which again extends 
operator means 30 which causes it to cascade over the operating rod 34 to the position shown in FIG. 1. The 
output end 68 of indexing conveyor 12 synchronously one way clutch 27 allows this to occur without chang- 
with the arrival under output end 68 of one of a plural- ; n g t he position of indexing conveyor belt 24. While 
ity of foldable support platforms 70 which are carried 45 cylinder 32 is retracting, cylinders 48, 50 complete the 
by continuous folding conveyor 14. A plurality of folding operation and cycle to the flat or nearly fiat 
spaced apart support platforms 70 are connected to position shown in FIG. 3A ready for the next cycle, 
continuous chain 72 on continuous folding conveyor 14 Cylinders 48, 50 may have a release valve or limit 
which passes around an idler sprocket 74 at one end of switch that relieves the operating pressure after they 
conveyor 14 and drive sprocket 76 driven by motor 78 so have extended a predetermined amount and an internal 
at the opposite output end 80 of conveyor 14. Conveyor return spring or they may be double acting under con- 
chain 72 operates in a circular manner moving support trol of the air valve. It can be seen that the cycling of 
platforms toward output end 80 of conveyor 14 and indexing conveyor 12 is thus integrated with the speed 
returning them on the underside back towards indexing 0 f continuous folding conveyor 14 which is preferably 
conveyor 12 in a continuous process. One of the return- 55 adjustably variable to obtain the best folding and pro- 
ing support platforms 70 is seen in the cutaway portion duction condition, with any variation in raw materials, 
of FIG. 1 and they are spaced apart sufficiently to allow Every time a new platform 70 comes into, position for 
for cycling of indexing conveyor 12. loading, indexing of filling and folding conveyor 12 is 

The operation of continuous conveyor 14 and index- initiated. The longitudinally folded product 22c being 
ing conveyor 12 is preferably integrated by means of a 60 loaded on a support platform 70 in FIG. 1 is then moved 

suitably positioned triggering switch 33. Triggering longitudinally towards folding stations 16, 18 and 20. 

switch 33 is sequentially activated by the arrival of each An enlarged view of a typical support platform 70 is 

of the support platforms 70 which are timed to cam seen urFIGS. 5 and 8. 

triggering switch 33 to cycle operator means 30 just as Referring now to FIG. 5, a section of continuous 
each support platform 70 arrives under end 68 of con- 65 conveyor 14 as shown is seen connected to chain 72 and 

veyor 12 to receive a partially folded product 22c and straddling a set of opposed longitudinal bars 82. 84 

then carry it longitudinally along the upper portion of spaced apart on either side of chain 72. The bars are 

conveyor 14. held in frame 88 by cross members 86 below the chain. 
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Cross members 86 connect side frame members 88 of plate 94 to aid in establishing a transverse fold line in the 
continuous conveyor 14. Another set of longitudinal product being folded and in addition tend to tighten up 
bars 90, 92 are seen identically spaced below bars 82, 84 the folds in the folded product and make them more 
in such a manner as to support the returning support uniform. FIGS. 8, 9 and 10 show how they are posi- 
platforms 70 in a controlled manner as they traverse on 3 tioned and how they look from the side. By reference to 
the bottom chain moving inbound in the direction of FIGS. 1 and 2, it is seen that each bracket 138 has a 
indexing conveyor 11 Support platforms 70 move in a similar set of fingers 117, 119, Ul which operate the 
controlled pattern as they slide along supported by bars same way as fingers 1 17 on each of the respective plates 
82, 84 w<me direction, and by bm 90, 92 rathe opposite 94,96,98. 

direction. The longitudinal bars are suitably made of a 10 It should be noted that fingers 117, 119, 121 do not 
hard plastic material which allows the platforms to slide have to be located over slots 103, 105, 107, because they 
without excessive force or chattering. are adapted to brush over the product lying on the 

Support platform 70 comprises a first folding plate 94, foldable plates as they move forward on the conveyor 
a second folding plate 96, a third folding plate 98, and a and do not actually contact or interfere with pivoting of 
holding plate 100. These plates are generally rectangu- 15 the folding plates. 

lar in shape having respective transverse free ends 102, Folding stations 16, 18 and 20 also have a fold down 
104, 106. Holding plate 100 may have a similar end 108; rail 146 mounted in brackets 148 centered above the 
but it is not free since plate 100 is designed to receive the conveyor chain as seen in FIGS. 1 and 2. These serve to 
final folded product and does not itself fold. assure completeness and uniformity of each fold in turn. 

Respective first, second and third folding plates 94, 20 Finally, each folding station 16, 18 and 20 has a second 
96, 98 have respective opposite transverse edge portions set of camming members 150 extending inwardly from 
110, 112, 114 which are respectively welded to rotatable the sides of conveyor 14 a distance which will trip any 
oars 118, 120, 122 and are joumaled for rotation in of camming members 140. 142, 144 which have been 
respective opposed spaced apart brackets 124, 126, 128. rotated so as to extend downwardly below a horizontal 
Holding plate 100 is fixed in bracket 330 and does not 25 position. 

fold. The folding plates are approximately equal to each An end view of the arrangement is seen in FIG. 4 
other in width. They are adapted for advantageously which shows a typical support platform 70 above con- 
folding upon the next adjacent folding plate to provide veyor chain 72 sliding along bars 82, 84 of continuous 
transverse folds to the longitudinally folded tortilla 22c. conveyor 14 toward first folding station 16, and another 
Plates 94, 96, 98 have respective pairs of spaced apart 30 typical support platform 70 hanging below the con- 
slots 103, 105 and 107. veyor chain slidingly supported by bars 90, 92, return- 
First folding plate 94 is equipped with a pair of up- ing toward indexing conveyor 12. 
standing folding levers 132 fixed to bar 118. Second FIGS. 8-10 show one set of folding fingers 117 in 
folding plate 96 is equipped with a pair of upstanding relation to a typical support platform 70 moving along 
folding levers 134 connected to bar 120. Third folding 35 continuous conveyor 14. It also shows one set of spaced 
plate 98 is equipped with a pair of upstanding folding apart hold down fingers 123 which are mounted on 
levers 136 connected to bar 122, but because bar 134 is bracket 148. FIGS. 1 and 2 show that each bracket 148 
longer than bar 132, and bar 136 is longer than bar 134, has an identical set of hold down fingers which are 
the pairs of upstanding folding levers are not laterally numbered sequentially 123, 125, 127. Hold down fingers 
aligned. This makes it possible to selectively operate the 40 123, 125, 127 do cooperate with respective slots 103, 
folding levers by pairs of spaces apart camming levers 105, 107, because they have end portions which extend 
140, 142, 144 mounted on brackets 138 attached to side horizontally over respective folding plates 94, 96, 98 
frame members 88. It may be seen that with chain 72 during a time sequence when the plates are being piv- 
moving longitudinally to the left in FIG. 5, folding oted back to an unfolded condition. The hold down 
levers 132 will simultaneously engage a spaced apart set 45 plates are located just above the folded food product 
of camming members 140 mounted on bracket 138 and keep it from sticking to or otherwise following the 
above the plane of travel, but since folding levers 134 folding plates as they are unfolded back to a flat posi- 
and 136 are spaced farther apart, they would not en- tion. 

counter camming members 140. In FIG. 9 the typical support platform from FIG. 8 

Camming members 140 form an actuating means 50 having moved forward, is seen in side view without the 
which lift and rotate first folding plate 94 in a clockwise tortilla or other food product that would be lying on the 
direction about the transverse axis defined by bar 118. folding plates 94, 96, 98, 100. It can be visualized from 
FIG. 1 shows the orientation of bracket 138 having this how the curved end 115 of folding finger 117 
camming members 140 in first folding station 16. In a brushes over the upper portion of the food product as 
similar fashion, camming members 142 are mounted in a 55 support platform 70 moves forward while first folding 
bracket 138 of second folding station 18 and camming plate 94 pivots around and over next folding plate 96. 
members 144 are mounted in a bracket 138 of third This action tends to tighten the folds and the presence 
folding station 20. Camming members 142 serve as an of curved end 115 is positioned to encourage the fold to 
actuating means for folding levers 134 to lift and rotate take place along transverse fold line 152 in a reproduc- 
folding plate 96 and camming members 144 serve as an 60 ible and repeatable manner so as to create greater uni- 
actuating means for folding levers 136 which lift and formity in the folded product. Folding fingers 119 and 
rotate third folding plate 98. 121 perform the same function for second fold 154 and 

FIG. 5 shows a pair of folding fingers 117 mounted the third fold 156 at folding stations 18 and 20. 
by welding or fastening to bracket 138, which are pref- In FIG. 10, typical folding platform has advanced 
erably somewhat springy steel angled forwardly with 65 from the position of FIG. 8. Folded over first folding 
respect to the direction of travel. The folding fingers do plate 94 is just ready to emerge from under fold down 
not interfere with movement of the support platforms rail 146 and its actuating lever 132 is about to encounter 
under them. Folding fingers 117 cooperate with folding camming members 150 which will unfold it up around 
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hold down fingers 123 without interference because of The folding fingers and hold down fingers function 
the cooperating slots in the fold down plates. Hold exactly as before. 

down fingers keep the food product which has been The unit 70 then proceeds to the third and final fold- 
folded and deposited on the next fold down plate from ing station 20 except that this time third folding plate 98 
following the unfolding plate. 5 is folded over onto holding plate 100 to complete the 

Operation of the folding mechanism will now be third transverse fold 156 and deposit the final folded 
described with reference to FIGS. 6A-D. A longitudi- product in the holding area on plate 100. In this case, 
nally folded food product 22c is lying across folding activation of folding levers 136 and compression caused 
plates 94, 96, 96, and plate 100. It has been omitted from by another fold down rail 146 completes the fold and 
FIGS. 6A-D in the interest of clarity. FIG. 6A shows a 10 makes the product shape uniform. As these operations 
support platform. 70 of FIG. 5 which has now moved are being performed, additional longitudinally folded 
forward in the direction of the arrow such that folding products 22c are being deposited upon other support 
levers 132 have encountered camming members 140 and platforms 70 and moved along to pass through the fold- 
are rotating first folding plate 94 in the direction of the ing stations. The completed folded product from sup- 
arrow as it passes under bracket 138. The angled ends of 15 port platform 70 which is folded and resting on holding 
folding fingers 117 brush over the food product which plate 100 is discharged off the outboard end 80 of con- 
is lying on folding plate 94 as it moves forward and veyor 14 when chain 72 turns around end sprocket 76. 
pivots upwardly, to help form a crease at the proper The product may fall onto a collection surface 158 or 
place on the end portion of the food product which is any suitable conveyor or collecting mechanism. The 
being folded over. This creates first fold line 152 in 20 final folded product is shown in FIG. 7E. 
FIGS. 7B-C at approximately the axis of rotation 118 of As each of the support platforms 70 move to the 
first folding plate 94. Further movement of platform 70 output end 80 and are routed around to be carried by 
continues the first fold as plate 94 continues to be ro- conveyor chain 72 back toward indexing platform 12 
tated upwardly and over above next folding plate 96. for reloading, they are supported and kept from flop- 
In FIG- 6B, the underside of now folded first folding 25 ping by a pair of curved rails 162. Rails 162 ensure thai 
plate 94 is seen sliding under fold down rail 146 as sup- they run smoothly into contact with lower longitudinal 
port platform 70 continues to move forward. This pro- bars 90, 92, which keeps them in a controlled position as 
vides a positive conclusion to the first folding operation they travel. Similarly, at the input end of conveyor 14, 
which is completed when plate 94 exits from under fold another pair of curved rails 39 spaced from idler 
down rail 146. As platform 70 moves forward, camming 30 sprocket 74 insure that support platforms 70 turn 
members 140 do not engage folding levers 138 of third smoothly as chain 72 passes around sprocket 74 and 
folding plate 98 in FIG. 6B because of a lateral space keep foldable plates 94, 96 and 98 from flopping open, 
between them. In the best mode, it is contemplated that the operator 

FIG. 6C shows the next phase in the operation means for the indexing conveyor may comprise dual 
wherein previously rotated plate 94 is being kicked back 35 operator means 30 on either side of the conveyor belt 
to its original flat-lying position by camming contact 24, connected through a pair of one-way clutches on 
between cainrning members 150 and folding levers 132 opposite ends of indexing roller 26. Dual cylinders 32 
as unit 70 continues to move toward the second and may be employed to operate alternately in order to 
third folding stations. As folding plate 94 is being un- index the conveyor for rapid intermittent action. When 
folded in the direction of the arrow by camming mem- 40 one of the cylinders is extended as in FIG. 1, the other 
bers 150, there is no interference with hold down fin- would be retracted. A signal from the triggering switch 
gers 123 because of slots 103 in fold down plate 94 through the four-way valve would first retract the ex- 
which are aligned with the hold down fingers. Hold tended cylinder and at the same time extend the re- 
down fingers 123 hold the previously folded over food tracted cylinder and alternate between the cylinders so 
product in place on second folding plate 96 by prevent- 45 that when one of the cylinders is being retracted to 
ing any tendency for the damp food product from stick- index the" conveyor, the cylinder on the opposite side 
ing to unfolding fold down plate 94. would be extending. In this way, more rapid cycling of 

FIG. 6D shows the support platform after the first the indexing conveyor 12 can be achieved because the 
transverse folding operation has been completed. The indexing conveyor can be indexed approximately twice 
first folded product, folded along transverse fold line 50 as rapidly as would be the case if only one cylinder were 
152,. is now lying upon folding plate 96 in a folded over employed. Alternately still, the indexing conveyor 
condition with the unfolded remainder on folding plates might be operated electrically by means of a stepper 
98 and 100. What is now on folding plate 96 will be motor which is triggered by a switch on conveyor 14. 
folded over to b'e upon the next folding plate 98 in The first, second and third folding plates are prefera- 
second folding station 18. 55 bly progressively deeper to accommodate the extra 

At second folding station 18, the process is repeated thickness of the partially folded product which natu- 
except that this time second folding plate 96 is folded rally occurs as it is folded over on itself during the 
over around bar 120 as a rotational axis, to form second sequential folding operations. 

transverse fold line 154. In this case, folding levers 134 It may also be desirable to employ one or more fine 
are activated by identical but laterally offset camming 60 misting sprays of water on the flat food product before 
members 142 so that the double folded product which folding or at one or more of the stations on conveyor 14 
was lying on second fold plate 96 is now folded over in order to assure that the food material is softened for 
again to lie on third folding plate 98. The fold is com- folding and which tends to increase the tackiness be- 
pleted by passing the underside of second folding plate tween the layers when the product is fplflqd over so that 
96 in contact with another fold down rail 146 of second 65 it tends to remain in the folded shape. A non-stick coat- 
station 18 to complete the fold. Folding plate 96 is re- ing may be applied to the plates which touch the prod- 
turned to its flat-lying condition of FIG. 6D upon acti- uct in order to minimize any undesirable tendency to 
vation of folding levers 134 by camming members 150. stick. 
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Certain other objects and advantages of the invention platform receives and makes multiple folds on a flat 

will be apparent lo those skilled in the art in view of the wrap over a filler, comprising; 

detailed description of the presently preferred embodi- a folding platform attachable to a conveyor line for 

ment of the invention taken in connection with the receiving, carrying and folding a flat wrap over a 

accompanying drawings. For instance, other folding 5 filler, the folding platform comprising, 

schemes could be employed. Although the preferred a plurality of closely successive independently 

embodiment uses folds of twenty-five percent upon foldable plate members arranged in a line com* 

each other, in a contiguous manner from one end of the prising at least first and second foldable plate 

tortilla to the other, it is anticipated and believed that members and. a holding member following the 

the food wrap 22 proceeding along the conveyor could ,0 last foldable plate member, 

be folded in a manner whereby the tortilla is folded over a fi" 1 foldable plate being ratably mounted to fold 

upon itself to its middle, or a fifty percent fold, and. then ovcr _ tne second foldable plate, being capable of 

doubled upon itself in a final fold. This alternate method folding and transferring a flat wrap and filler to 

of lateral folding of the longitudinally folded tomlla 40 second foldable plate and unfolding, 

could provide another way of folding the food product, 15 8 second foldable plate being ratably mounted to 

and is within the scope of the present invention. Other fold over thc holding member, being capable of 

folding schemes could be employed pursuant to the folding and transferring the flat wrap and filler 

present invention. to the holding member and unfolding, 

I claim: actuation means for operating the foldable plates in 

L A folding platform for forming a folded food prod- 20 . secession, one at a time; 

uct by making multiple folds of a flat wrap over a filler, wherein a flat wrap deposited on the first foldable 

comprising: P late is successively folded and transferred to the 

a. a plurality of independently folding sections having J*" 1 foldable P late and fi nal'y to the holding mem- 
a flat support position, each adapted to sequentially „ , ™f* r ... . , , ,. „ , 

fold over on another adjacent folding section of the 25 . «■ ^ding platform of claim 5 wherein the fold- 
platform' ins P latfonn comprises first, second and third succes- 

b. folding 'levers carried by each folding section, «ve foldable plates, wherein the second foldable plate is 

adapted for making contact with camming means Z V l°J^ ov " the r th,rd fo ! d£ * Ie plate, 

to sequentially fold each section over on another xn *J i?*?? ° f J^AT i th ??f Wra ? 

sec J^ n 30 *"» filler to the third foldable plate and unfolding and 

c first camming means for. sequentially contacting !?< ^^^^-SS^ T7w "i*" °7* 
the folding levers to fold each folding section i* 

folded folding section to its flat support position attachmcnt to ^ ^dless conveyor of the type having 

-» nn? 1 ?f V i'ii. * roUen or sP">ckets at the ends for changing direction! 

1 The folding platform of claim 1 wherein: M thal thc fo]dable latcs tuni ^ with the conveyor. 

the plurality of folding levers are laterally spaced to g. ^ folding ]atform of c , ain) 5 wherein thc fo|d _ 

cooperate with longitudinally spaced .cams i of said 40 able plate members have one or .more longitudinally 

first camming means to sequentially fold the fold- extending slots which permit fingers on a conveyor line 

mg sections, said second camming means compns- t0 co ntact the fo]dcd product through lhe slotS( t0 im . 

mg longitudinally spaced cams positioned to alter- provc f o]ding wilhoul mterfcri ng with folding move- 

nate with the longitudinally spaced cams of the mcnt of the foldable plates. 

first camming means so that folding and unfolding 45 9. The folding platform of claim 6 wherein the plural- 

of a folding section is performed before another j ty of foldable plate members are adapted for individual 

folding section can be folded. attachment to an endless conveyor of the type having 

3. The folding platform of claim 1 wherein: ro n ers or sprockets at the ends for changing direction, 
said folding sections comprise adjacent rectangular that the foldable plates turn easily with the conveyor. 

shaped folding plates independently foldable about 50 10. The folding platform of claim 5 wherein the actu- 

a folding axis to fold over the next adjacent plate. ation means comprises arms extending from the ratably 

4. The folding platform of claim 3 wherein: mounted foldable plates which cause folding in re- 
said folding plates are each fixedly connected at one sponse to contact with a camming surface. 

transverse side to a rod member which comprises 11. The folding platform of claim 5 wherein the actu- 
said folding axis, said rod being journaled for rota- 55 ation means comprises arms extending from the ratably 
tion during the folding of said plates, said folding mounted foldable plates which cause unfolding in re- 
levers being fixed to said rod members between a sponse to contact with a camming surface, 
first position corresponding to the flat support 12. The folding platform of claim 7 wherein the actu- 
position and a second position corresponding to a ation means comprises members extending from the 
folded position of a folding plate over the next 60 rotable mounting of the foldable plates spaced laterally 
adjacent plate. to cause successive folding in response to contact with 

5. A folding platform for use on a conveyor which separate camming surfaces, 
moves the platform along a line wherein the folding • • * • ♦ 

65 
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